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FOREWORD 


This Indian Standard (Part 1) (Fifth Revision) was adopted by the Bureau of Indian Standards, after the draft was 
finalized by the Transmission Devices Sectional Committee, PGD 33 and the approval of the Production and 
General Engineering Division Council. 


This standard was first published in 1961 and subsequently revised in 1968, 1978, 1988 and 1994. This present 
revision of the standard has been taken up to bring it in line with the International Standard ISO 14890 Conveyor 
belts — Specification for rubber or plastics — Covered conveyor belts of textile construction for general use. 
This standard has been prepared by the joint efforts of Indian Industries based on the prevalent practices and the 
research and development programmes of these manufacturing industries. 


In the present revision, the following modifications have been made: 
a) Clause on reference has been modified; 
b) Allthe test methods aligned to the latest international practices; 
c) Allthe amendments have been incorporated; 
d) Grading of the rubber cover has been aligned with the international practices; 
e) Grades of yarn to be used in manufacturing of belts are included based on fabrics; 
f) More nominal widths are included for wider belts easing the transportation of goods in the belts; and 
g) BIS certification marking clause has been incorporated. 
This Indian Standard is published in various parts. The other parts in this series are: 
Part 2 Heat resistant belting 
Part 3 Oil resistant belting 
Part 4 Hygienic belting 
Part 5 Fire resistant belting 


The requirements for conveyor belting for underground use in coal-mines have been covered in 
IS 3181 : 1992 Conveyor belts — Fire resistant conveyor belting for underground mines and such other 
hazardous applications — Specification (second revision). 


The composition of the Committee responsible for the formulation of this standard is given in Annex C. 


For the purpose of deciding whether a particular requirement of this standard is complied with the final value, 
observed or calculated, expressing the result of a test or analysis shall be rounded off in accordance with 
IS 2 : 1960 (Reaffirmed 2006) ‘Rules for rounding off numerical values ( revised )’. 


Indian Standard 


CONVEYOR AND ELEVATOR TEXTILE 
BELTING — SPECIFICATION 


PART 1 GENERAL PURPOSE BELTING 


( Fifth Revision ) 


1 SCOPE 


This part of the standard covers the requirements of 
rubber and/or plastics conveyor and elevator textile 
belting for general use on flat or troughed idlers. 
NOTE — Items that are not requirements of this Standard, but 
need to be agreed between the manufacturer and the purchaser, 
are included in Annex A. A list of details intended to be 
supplied by the purchaser of belting with an enquiry and/or 
order is given in Annex B. 


2 REFERENCES 


The following Standards contain provisions, which 
through reference in this text constitute provision of 
this standard. At the time of publication, the editions 
indicated were valid. All standards are subject to 
revision, and parties to agreements based on this 
standard are encouraged to investigate the possibility 
of applying the most recent editions of the standards 
indicated below: 


IS/ISO No. Title 


Methods of test for vulcanized 
rubber: Part 1 Determination 
of tensile stress-strain 
properties (third revision) 


3400 (Part 1) : 2012/ 
ISO 37 : 2011 


Methods of test for vulcanized 
rubbers: Part 3 Determination 
of abrasion resistance using 
a rotating cylindrical drum 
device (second revision) 


3400 (Part 3) : 2018 


Methods of test for vulcanized 
rubber: Part 4 Accelerated 
ageing and heat resistance 
(third revision) 


3400 (Part 4) : 2012/ 
ISO 188 : 2011 


4240 : 1984 Glossary of conveyor terms 


and definitions (first revision) 


17071 : 2019/ 
ISO 252 : 2007 


Conveyor belts — Adhesion 
between constitutive 
elements — Test methods 


IS/ISO No. 


17056 : 2019/ 
ISO 282 : 1992 


17496 : 2021/ 
ISO 283 : 2015 


17527 : 2021/ 
ISO 18573 : 2012 


16851 : 2018/ 
ISO 583 : 2007 


17090 : 2019/ 
ISO 703 : 2017 


16756 : 2018/ 
ISO 10247 : 1990 


16755 : 2018/ 
ISO 16851 : 2012 
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Title 
Conveyor belts — Sampling 


Textile conveyor belts — Full 
thickness tensile strength, 
elongation at break and 
elongation at the reference 
load — Test method 


Conveyor belts Test 
atmospheres and conditioning 
periods 


Conveyor belts with a textile 
carcass — Total belt thickness 
and thickness of constitutive 
elements — Test methods 


Conveyor belts — Transverse 
flexibility (Troughability) — 
Test method 


Conveyor belts — 
Characteristics of covers — 
Classification 


Textile conveyor belts — 
Determination of the net 
length of an endless (spliced) 
conveyor belt 


5996 : 1984 Specification for cotton belting 
ducks (second revision) 
3 TERMS AND DEFINITIONS 


For the purposes of this standard, the terms and 
definitions given in IS 4240 : 1984 and the following 


shall apply. 


3.1 Full Thickness Tensile Strength — Greatest 
measured force during the tensile test divided by the 


width of the test piece. 


NOTE — It is expressed in newton per millimetre (N/mm). 
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3.2 Reference Force/Reference Load — One tenth of 
the nominal tensile strength in the longitudinal direction 
multiplied by the width of the test piece in millimetres. 


NOTE — It is expressed in Newton. 
EXAMPLE: 

Nominal tensile strength = 1 600 N/mm; 
Reference force = 160 N/mm; 


Reference force for 25 mm test piece = 25 mm x 160 N/mm = 
4000 N. 


3.3 Slab Belting — Conveyor belting made in wide 
widths and long lengths for subsequent slitting and 
cutting into narrower widths and shorter lengths to suit 
individual conveyor installations. 


3.4 Solid Woven Belting — Conveyor belting 
consisting of a carcass of more than one ply, the plies 
being interlocked in the weave or bound together by 
binding threads in the course of weaving. 


3.5 Mono-ply Belting — Conveyor belting with a 
carcass consisting of one ply of woven textile fabric. 


3.6 Duo-ply Belting — Conveyor belting with a 
carcass of two plies of woven textile fabric, bonded 
together by an intermediate layer of elastomer of 
sufficient thickness to allow the incorporation of a 
tension element in the joint. 


3.7 Multi-ply Belting — Conveyor belting with a 
carcass of two or more plies of woven textile fabric, the 
adjacent plies being bonded together by an intermediate 
layer of elastomer compound. 


3.8 Step Ply — A construction of rubber conveyor belt 
of uniform thickness which has a thicker rubber cover 
at the centre. This is accomplished by arranging more 
plies at the sides of the belt than in the centre. 


3.9 Reverse Step Ply — A construction of rubber 
conveyor belt of uniform thickness which has a 
thicker top cover at the edges. This is accomplished by 
stepping down the top plies from the centre to each side 
and filling in extra spaces at the edges with cover stock. 


3.10 Primary Yarn — Load carrying yarn that 
contributes more than 50 percent of the tensile strength. 


3.11 Secondary Yarn — Load carrying yarn that 
contributes less than 50 percent of the tensile strength. 


3.12 Grade H (Severe Cut and Gouge Service) — 
Covers having the characteristics required for conveyor 
belts assigned to the conveyance of sharp and abrasive 
materials causing severe wear to the belt, such as 
metallic ores (as mined), limestone (as quarried), 
granite (as quarried), quartz, blast furnace clinker and 
slag, crushed metallic ores, sandstone (as quarried), 
stone chippings, state, coke (cold), broken glass and 
gravel. 


3.13 Grade D (severe abrasion service) — Covers 
having the characteristics required for conveyor belts 
assigned to the conveyance of very abrasive materials 
defined by experience in each case. 


3.14 Grade L (moderate service) — Covers having 
the characteristics required for conveyor belts assigned 
to the conveyance of moderately abrasive materials 
such as rubble, sand (sharp), superphosphate (lump 
and powder), bone, coal (surface), ashes, unslaked lime 
and cement (from oven); slightly abrasive materials, 
non-abrasive and dry materials such as sand (smooth), 
cement (ground), clay, slaked lime, charcoal, grain, 
vegetables, fruit, flour, dry powder (inert), wood chips 
and pulp (dry). 

NOTE — The above description of types of services conditions 

is not exhaustive, but serves as an illustration of the variety and 


types of conveyed materials for which each category of cover 
is suited. 


4 TYPES AND GRADES 


The types of belts are given in Table 8 and grades of 
rubber covers are given in Table 2. 


5 CONSTRUCTION 


5.1 The belting shall consist of a carcass having a 
cover of either rubber and/or plastics. The carcass shall 
consist of either one or more plies or of woven fabric 
or of solid woven fabric and shall be impregnated 
with a rubber of plastic mix. The whole shall be either 
vulcanized or fused together in a uniform manner. 
NOTES — In case of cotton carcass, ducks of types 28, 32 and 
36 (see IS 5996 : 1984) may be frictioned or frictioned and 


skim coated, if so specified by the purchaser. Ducks of types 
31, 34, 42 and 48 shall be frictioned and skim coated. 


5.2 For carcass protection, layer or layers of 
open-mesh or cord fabric (termed as breaker) may 
be placed between the cover and the carcass or may 
be embedded in the cover. Where such a layer is 
incorporated, it shall be considered to be part of the 
cover thickness and not counted as a fabric ply. 

If a fabric pile is integrally woven with the carcass on either 


one or both of the surfaces of the carcass, it shall be considered 
part of the carcass thickness. 


NOTE — The external surfaces of the conveyor belt generally 
consist of a defined thickness and quality of elastomeric 
material. Belting can also be supplied with one or both surfaces 
consisting of bare or coated fabric, as appropriate for the 
conveyor design and intended duty. 


6 FABRIC 


The fabric used shall be made of cotton or synthetic 
yarn or combination thereof evenly and firmly woven 
and free from manufacturing faults as is normal in 
the best manufacturing practice. Belt fabric/cord is 
classified according to the code letters given in Table 1, 
depending on yarn used in the warp (longitudinal) and 
weft (transverse) direction. 


Table 1 Code Designation of Yarn 


( Clause 6 ) 

Code Letter Yarn 
C Cotton 
Z Staple rayon 
R Rayon 
P Polyamide 
E Polyester 
D Aramid 
G Glass 


If a fabric contains a secondary yarn, its identity shall be indicated by 
the use of characters in parentheses to designate the yarn type. 


7 COVER 


7.1 The rubber used in the top and bottom cover 
of the belting shall be of one of the grades listed in 
Table 2. The grade and thickness of cover rubber should 
be chosen having regard to the service conditions of 
the conveyor belt. The characteristics of cover rubber, 
when removed from the belt shall comply with the 
appropriate requirements as per the grade given in 
Table 2, when tested in accordance with the test 
methods stated therein. 


NOTES 


1 The characteristics of top and bottom rubber cover, jointly or 
individually may differ from the stated values given in Table 
2, based on appropriate service application requirements and 
technical solutions determined for the belting and may be as 
agreed between the manufacturer and the purchaser. 


2 In case plastics or rubber/plastics mix is used for the cover, 
the value of tensile strength and elongation at break shall be as 
agreed between the manufacturer and the purchaser. 


7.2 Where, the thickness ofthe rubber cover as measured 
by the method contained in IS 16851 is less than 1.5 mm 
but not less than 0.8 mm, the thickness of the test piece 
shall be the maximum obtainable and a tolerance 
of-15 percent shall be permitted on the tensile strength 
and elongation values at break, specified in Table 2. 
Where the rubber cover is insufficiently thick to give a 
buffed/splitted test piece of at least 0.8 mm thickness, 
no tests are required. 


7.3 The rubber cover after ageing for 72 h at 
70 °C +1°C in accordance with the requirements of 
IS 3400 (Part 4) : 2012/ISO 188 : 2011, the tensile 
strength and elongation at break shall not vary from 
the original unaged values by more than the amounts 
specified below: 


Change Percent, Max 
Tensile strength +10 
—20 
Elongation at break +10 
-25 


IS 1891 (Part 1) : 2021 


7.4 The rubber cover abrasion loss, when tested as per 
method given in IS 3400 (Part 3) : 2018 shall not exceed 
the respective maximum values indicated in Table 2. 


Table 2 Grades of Rubber Cover and Their 
Physical Properties 


( Clauses 4, 7.1, 7.2 and 7.4 ) 


Grade Minimum Minimum Maximum 
Tensile Strength Elongation Abrasion Loss in 
N/mm? at Break Relative volume 
(Percent) mm? 
H 24.0 450 120 
D 17.0 400 100 
L 15.0 350 200 
Method IS 3400 IS 3400 
of Test (Part 1) : 2012/1850 37 : 2011 (Part 3) : 2018 


NOTE — The values in this table help to determine the appropriate 
cover compound for the application or for the materials carried. Other 
values, such as tear resistance, may be considered if required. Reliable 
assessment of the behaviour of the covers in services for wear and cut 
resistance cannot be determined from tensile strength, elongation and 
abrasion values alone. 


8 FREEDOM FROM DEFECTS 


The belting shall be free from visual defects known 
to impair its serviceability. Rectification of defects 
and blemishes, if any, which does not impair its 
serviceability shall be allowed. 


9 EDGES 


The belting shall be with either cut edge or moulded 
edge construction with synthetic carcass as agreed 
between the manufacturer and the purchaser. However, 
belts made with textile carcass containing natural fibres 
shall have moulded edge construction. 


10 TRANSVERSE FABRIC 
MULTIPLY TYPE BELTING 


JOINTS IN 


10.1 General 


Transverse joints in fabric plies shall be at an angle of 
45° to 70° to the longitudinal axis. Transverse ply joints 
shall be not less than 15 m from the ends of the belt. 
10.2 Outer Plies 


The joints shall be not less than 100 m apart in the same 
ply. The adjoining edges shall butt closely together but 
shall not overlap. 


10.3 Inner Plies 


There shall be not more than two joints in any one ply 
in each 100 m of belting. These two joints shall be not 
less than 15 m apart. 


10.4 Adjacent Plies 
The joints shall be not less than 3 m apart. 


10.5 Non-Adjacent Plies 
The joints shall be not less than 3 m apart. 
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11 TRANSVERSE FABRIC JOINTS IN 
MONO-PLY, DUO-PLY AND SOLID WOVEN 
BELTING 


Transverse joints are not permitted in mono-ply, 
duo-ply or solid woven belting. 


12 LONGITUDINAL FABRIC JOINTS IN 
MULTIPLY TYPE BELTING AND DUO-PLY 
BELTING 


12.1 Spacing of Joints 

Longitudinal joints shall be at least 100 mm from either 
edge of the carcass. Each longitudinal joint shall be at 
least 100 mm from the joints in the other plies. The 
longitudinal joints in one ply of any piece of belting 
shall be separated by at least 300 mm, where the width 
of the belting permits two or more joints in the same 
ply. 

12.2 Number of Joints 


The maximum number of longitudinal joints in the 
plies shall be given in Table 3. 


Table 3 Maximum Number of Longitudinal Joints 
( Clause 12.2 ) 


Width of Belt External Plies Internal Plies 


(mm) 
< 1200 
> 1200 and < 1600 
> 1600 and < 2000 
> 2000 


N NN © 
UN N -e 


This table does not apply to folded edge construction. 


NOTE — If belting required to be slit, there shall be no 
longitudinal joints upto and including 1600 mm in width. 


13 LONGITUDINAL FABRIC OR CARCASS 
JOINTS IN SOLID WOVEN AND MONO-PLY 
BELTING 


Longitudinal fabric or carcass joints are not permitted 
in solid woven or mono-ply belting. 


14 DIMENSIONS AND TOLERANCES 


14.1 Length 


14.1.1 Belting that is ordered to an open-ended length 
shall be supplied subject to the tolerances specified in 
Table 4. 


14.1.2 The length of belting supplied in the spliced 
endless form shall be described by the term “net endless 
length”. The net endless length shall be supplied subject 
to the tolerances specified in Table 5 when measured in 
accordance with IS 16755 : 2018/ISO 16851 : 2012. 


14.1.3 It is recommended that purchasers, while placing 
orders for belting, shall specify a length of belting 
which includes the lengths required for testing and any 
additional lengths necessary for vulcanized joints. 


14.1.4 The length actually supplied subject to the 
specified tolerances shall be charged by the supplier. 


Table 4 Tolerances on Open-end Lengths of Belting 
( Clause 14.1.1 ) 


Belt delivery Maximum permissible difference between 
condition delivered length and ordered length 
Slab belting +/-5 percent 


As one length +2.5 percent, —0 


For each single length For the sum of all 
lengths 


In several lengths 


+/-5 percent +2.5/-0 percent 


Table 5 Tolerances on Endless Lengths of Belting 
( Clause 14.1.2 ) 


Length of Belt Tolerance 
Up to and including 15 m +/-50 mm 
Over 15 m and up to and including 20 m +/-75 mm 


Over 20 m 


However, these tolerances can vary as mutually agreed between 
manufacturer and purchaser. 


+/-0.5 percent 


14.2 Width 


Unless otherwise agreed, the belting shall be of any 
one of the widths specified in Table 6. The tolerance on 
widths shall also be as given in Table 6. 


Table 6 Widths and Tolerances on Widths of 
Conveyor Belting 


( Clause 14.2 ) 


(All dimensions in millimetres) 


Nominal Width of Belting Tolerance on Width 
300 
400 
500 
600 
650 
800 
1 000 
1 200 
1 400 
1 600 
1 800 

2 000 

2 200 
2 400 
2 600 
2 800 
3 000 
3 200 


+5mm 


+ 1 percent of width 


NOTE — The tolerance for widths other than standard width shall be 
that applicable to the immediate lower standard width. 


14.3 Cover Thickness 

The thickness of the cover shall be as specified by the 
purchaser. 

14.3.1 Tolerance on Cover Thickness 


When measured by one of the methods described in 
IS 16851 : 2018/ISO 583, the mean value of the cover 
thickness shall not be less than the specified thickness 
by more than the amounts given in Table 7. 


Table 7 Tolerance on Cover Thickness 
( Clause 14.3.1) 


Property Requirements 


Maximum permissible Plus: no limit 


deviation of the specified Minus: 0.2 mm if the specified 
thickness of each over thickness is equal to or less than 
4mm. 


Minus: 5 percent of the specified 
thickness if it is greater than 4 
mm. 

NOTES 


1 In the case of straight stepped ply construction, the specified 
cover thickness will apply at the middle of the belt in the area 
of the maximum cover thickness within the confines of the 
innermost steps and shall be so measured. 


2 In the case of reverse stepped ply construction, the specified 
cover thickness will apply at the middle of the belt in the area 
of the maximum number of plies and shall be so measured. 


14.4 Tolerance on Total Belt Thickness across the 
Width 


If the mean of the 3, 5 or 8 values of total belt thickness 
as applicable depending upon the belt width when 
measured by the method given in IS 16851 : 2018/ISO 
583 : 2007, is 10 mm or less, the maximum permissible 
difference between the maximum thickness and the 
minimum thickness shall be not greater than 1 mm. 
For solid woven belting the maximum permissible 
difference shall be not greater than 1.5 mm. 


If the mean of the 3, 5 or 8 values of total belt thickness 
as applicable depending upon the belt width when 
measured by the method given in IS 16851 : 2018/ 
ISO 583 : 2007, is greater than 10 mm, the maximum 
permissible difference between the maximum thickness 
and the minimum thickness shall be not greater than 10 
percent of the mean value. For solid woven belting the 
maximum permissible shall be < 15 percent. 


14.5 Tolerance on Carcass Thickness 


The carcass thickness, when specified by the 
purchaser, is determined by subtracting the sum 
of the top and bottom cover thickness from the 
total belt thickness, as measured in accordance with 
IS 16851 : 2018/ISO 583 : 2007. The average carcass 
thickness, so determined, shall be within +/-0.5 mm 
for up to and including 5 mm and within +/— 10 percent 
for over 5 mm specified thickness. 
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15 FULL THICKNESS TENSILE STRENGTH 
AND ELONGATION 


15.1 Full Thickness Tensile Strength 


The full thickness tensile strength of the finished 
belting (see 3.1), when determined in accordance with 
the method described in ISO 283, shall be not less than 
the values given in Table 8 for the designated belt type 
(see 18). 


Table 8 Full Thickness Tensile Strength 
( Clause 15.1 ) 


Type Longitudinal Direction Transverse Direction 
N/mm (Min.) N/mm (Min.) 
(1) (2) (3) 
160/n* 160 63 
200/n* 200 80 
250/n* 250 100 
315/n* 315 125 
400/n* 400 160 
500/n* 500 Not specified** 
630/n* 630 Not specified** 
800/n* 800 Not specified** 
1000/n* 1000 Not specified** 
1250/n* 1250 Not specified** 
1400/n* 1400 Not specified** 
1600/n* 1600 Not specified** 
2000/n* 2000 Not specified** 
2500/n* 2500 Not specified** 
3150/n* 3150 Not specified** 


*n is the number of fabric plies. 


**No values have been specified because these types of beltings are 
generally used with splice joints. 

NOTES 

1 Intermediate belt types are permissible. 


2 The factors in the choice of belt types will include belt 
operating tensions and desired safety factor, pulley diameters 
and load support criterion. 


15.2 Elongation (Full Thickness) 


15.2.1 Elongation at Reference Load 


For this requirement, reference load (see 3.2) is defined 
as being one tenth of the specified full thickness 
tensile strength of the belt in the longitudinal direction 
(see 15.1). 


NOTES 


1 This definition does not necessarily imply that a 10 : 1 safety 
factor should be in design calculations. The values of the factor 
will vary depending on the conditions governing a particular 
installation, for example conveyor gradient, position of drive, 
type of take-up, starting and stopping conditions which affect 
the belt, method of joining the belt, etc. 


2 The elongation at the reference load is intended as a control 
test only. It includes some permanent and some elastic 
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stretch and, therefore, cannot be related exactly to stretch 
characteristics in service. 


3 ISO 9856 may be used to supplement elongation 
characteristics such as permanent and elastic elongation and 
elastic modulus. 


15.2.1.1 The elongation of the finished belting in the 
longitudinal direction at the reference load, when 
tested by the method described in ISO 283, shall be not 
greater than 4 percent. 


15.2.2 Elongation at Break 


The elongation ofthe finished belting in the longitudinal 
direction at the load corresponding to the maximum 
tensile strength, when tested by the method described 
in ISO 283, shall be not less than 10 percent. 

NOTE — The minimum elongation of 10 percent at break is 


not applicable to aramid reinforced conveyor belt because of 
its inherently low elongation characteristic. 


16 ADHESION 


The adhesion strengths when determined by the 
method described in ISO 252 PGD 33 (10265), shall 
be not less than the value given in Table 9 or Table 10, 
as appropriate. 


Table 9 Minimum Adhesion Strength of Belts with 
Synthetic Filament Carcass 


( Clause 16 ) 


Table 10 Minimum Adhesion Strength of Belts with 
Textile Carcass Containing Natural Fibres 


( Clause 16 ) 


Value Minimum Minimum adhesion 
adhesion between | between covers and 
adjacent plies carcass 
Covers Covers 
0.8 to 1.5 | greater 
mm thick | than 1.5 
mm thick 
N/mm N/mm N/mm 
Mean value of 3.2 2.1 2.7 
results 
Lowest graphically 27 1.6 22 
recorded peak 
value in all tests 
In no case should the highest recorded peak value in all the tests exceed 
20 N/mm in order to avoid difficulties in preparing the belt end for 
splicing. 


Value Minimum Minimum adhesion 
adhesion between covers and 
between carcass 

adjacent plies 

Covers 0.8 | Covers 

to 1.5 mm | greater than 

thick 1.5mm 

thick 
N/mm N/mm N/mm 

Mean value of 6.0 3.2 4.5 
results 
Lowest graphically 4.5 2.4 3.5 
recorded peak 
value in all tests 
In no case should the highest recorded peak value in all the tests 
exceed 20 N/mm in order to avoid difficulties in preparing the belt 
end for splicing. 


17 TROUGHABILITY 


17.1 If agreed to between the purchaser and 
the manufacturer, the conveyor belting shall be 
tested for troughability. This will be a type test only. 


17.2 When tested in accordance with the 
method described in IS 17090 : 2019/ISO 703 : 2017 
PGD 33 (12969), the minimum values for the ratio 
F/L shall be in accordance with those shown in 
Table 11, relative to the values for the angle of 
inclination of troughing idlers shown. 


Table 11 Minimum Troughability Value 
( Clause 17.2 ) 


Troughing Angle, degrees Troughability, Min 

F/L 

< 20° 0.08 

> 20 < 25° 0.10 
> 25 < 30° 0.12 
> 30 <35° 0.14 
> 35 < 40° 0.16 
> 40 < 45° 0.18 
> 45 < 50° 0.20 
> 50 < 55° 0.23 
> 55 < 60° 0.26 


F is the vertical deflection in the test piece, in millimeters, corrected 
for the belt thickness; 


L is the length of the test piece, in millimeters, when laid flat. It is 
equivalent to the installed width of the conveyor belt. 


18 DESIGNATION 
Belting is designated by reference to the following 
conveyor belt characteristics: 


a) a reference to this standard, standard IS 1891 
(Part 1); 

b) The required length, in metres; 

c) The required width, in millimetres (see Table 6 ); 

d) The fibre type ofthe carcass, in both the warp and 


weft directions, for example, polyester (E) (warp) 
and polyamide (P) (weft) (EP) (see Table 1); 


e) The full thickness tensile strength, in newton per 
millimetre, of belt width (see Table 8); 

f) The number of plies and/or belt type (see Table 8); 

g) The top cover thickness, in millimetres; 

h) The bottom cover thickness, in millimetres; and 

j) The cover grade (see Table 2) where appropriate. 


19 MARKING 


19.1 The belting shall be marked at intervals of 
maximum 15 m on the carrying surface as follows: 


a) Manufacturer’s name and trade-mark, if any; 


b) Fabric designation, that is, 
CC (cotton-cotton), PP (Polyamide/Polyamide), 
EP (polyester/polyamide), etc; 

c) Belt type (full thickness breaking strength 
(N/mm)/No. of plies) 


d) Character identifying the grades of rubber and/or 
plastic cover used; 


e) Last two figures of the year of manufacture; 


f) Manufacturer’s identification number for that unit 
product; and 


g) Number of this standard. 


The manner in which these details are identified shall 
be decided by the manufacturer or by agreement with 
the purchaser. 


Where it is decided to mark the conveyor belt using 
impression moulding, the depth of the impression 
should not exceed 1.5 mm and the characters should 
be between 20 mm and 80 mm high, repeated at 
longitudinal spacing of approximately 15 m. In the 
case of slab belting, the marks may be in the transverse 
direction. 
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19.2 BIS Certification Marking 


The product(s) conforming to the requirements of 
this standard may be certified as per the conformity 
assessment schemes under the provisions of the 
Bureau of Indian Standards Act, 2016 and the Rules 
and Regulations framed thereunder, and the products 
may be marked with the Standard Mark. 


20 PACKING 


The belting shall be suitably packed as mutually agreed 
to between the purchaser and the supplier. 


21 SAMPLING AND TESTING 


21.1 The number of samples to be tested for 
compliance with the requirements of this specification 
shall be in accordance with Table 12 also given in 
IS 17056 : 2018/ISO 282 : 1992. Each sample shall be 
full belt width and not less than 600 mm long. 


Table 12 Sampling Plan for Conveyor Belting 
( Clause 21.1 ) 


Offered Length of Belting in meter of One 
Type and Width 


No. of Samples 


From To (Including) 
(Excluding) 

- 500 1 
500 1000 2 
1000 2000 3 
2000 3500 4 
3500 5000 5 
5000 7000 6 
7000 10000 7 


NOTE — For every additional length up to 3500 m beyond 
10000 m the number of samples will be increased by 1. 


21.2 The time between the date of the manufacture of 
the belt and testing shall not exceed 3 months, or as 
agreed between manufacturer and the customer. 


21.3 Re-tests and Rejections 


Should any sample fail to comply with the specified test 
requirements, two additional samples shall be drawn 
from the same batch and tested according to specified 
procedure. In the event of either of these two samples 
failing to comply with the test requirements, the supply 
from that batch shall be rejected. If both the samples 
pass the test, the supply shall be accepted. 
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ANNEX A 


( Informative ) 


Items to be agreed between the manufacturer and 
purchaser. 

The following items should be agreed between the 
manufacturer and the purchaser: 

a) For long haul conveyors; for certain long-haul 
conveyors, the maximum elongation at the 
reference load; 

b) For plastic belts: the identification of plastic belts; 

c) For inspection/testing: if inspection/testing is not 
to be carried out by the manufacturer, this should 


be agreed between the manufacturer and the 
purchaser when the order is placed. The maximum 
time between date of receipt of the belt by the 
customer and testing should be as agreed between 
manufacturer and the customer; 


d) Conditions of use: a statement of whether or not 
the conveyor belting is not for conventional use; 


and 


wm 


e) Any particular characteristics not specified by this 
Standard. 


ANNEX B 
( Informative ) 
HELPFUL INFORMATION TO BE SUPPLIED BY THE PURCHASER 


B-1 APPLICABILITY 
When ordering belting, purchasers should define their 
requirements by referring to 18 (designation). 


NOTE — This annex is informative and, therefore, not a 
(mandatory) requirement of this Standard. 


B-2 REPLACEMENT BELTING 
Where the belt is to be replaced on an existing conveyor, 
the following information should be supplied: 

a) details of existing belt; 

b) belt width, in millimetres; 

c) belt speed, in metres per second; 


d) pulley diameters, in millimetres, indicating any 
that are crowned; 


e) method of take-up and amount available; 


f) type of drive, including coupling and configuration 
of drive; 


g) whether drive pulleys are lagged or bare; 


h) pitch and angle of carrying idlers, including 
transition distances; 


j) profile sketch, indicating position of drive, 
take-up, tripper and vertical curve radii; 


k) belt length, in metres; 

m) type of belt joint; 

n) motor power installed; and 
p) type of start. 


B-3 ADDITIONAL INFORMATION FOR A 
NEW INSTALLATION 


Where applicable, the following additional information 
should, if possible, be supplied: 
a) material to be conveyed; 
b) conditions, that is: 
1) wet, dry, sticky, greasy or abrasive; 
2) if hot or cold; 


3) temperature (if known) or description of 
conditions; and 
4) whether or not belt cleaners are required. 
c) bulk density of material; 
d) size, in millimetres, of lumps 
(three dimensions); 


largest 


e) average size, in millimetres, of materials; 


f) approximate screen analysis of material 


(see ISO 7806 and ISO 9045); 


g) method of handling the material immediately prior 
to feeding the belt; 


h) whether the feed is to be regulated and type of 
feeder preferred; 


j) conveyor duty in terms of mass per hour per day, 
stating day length in hours; 


k) method of discharging conveyor; 
m) amount or lift or fall; 
n) initial length (centres of head and tail pulleys); 
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p) ultimate length (centres of head and tail pulleys); s) preferred idler arrangement and troughing angle; 
q) position of drive; t) environmental conditions; and 
r) contour sketch of proposed installation; u) Any special features or test requirements. 
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